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In France grinding receives greater attention than
is general in this country, and, as has already been
inferred, it is common for cards to have several spare
workers, if not a complete set, so that they can be
ground whilst the machine is running, and a perfect
roller can at any time be slipped into the place of any
one which has lost its point from any cause.

The method usually adopted in this country is to
stop a machine every three or four days, and whilst
the swifts and larger rollers are being ground in their
own places all the workers and smaller rollers are taken
to a grinding frame.

The frame is made to take a clothed roller A on either
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side of the emery roller B, revolving in the direction
shown (Fig. 30), the workers being driven heel first
with a surface traverse of about 200 inches per second,
exactly opposite to that of the emery roller at the point
of contact.
If the emery used on the roller be very fine in grain,
the resulting point on the wires would be quite square
(Fig. 31) when seen from front or back, with a diamond
or tool point seen sideways (Fig. 32).
In practice this is not very satisfactory, for when
any piece of metal is filed or ground squarely across the
grain a slight lip or curl at the edge almost invariably
results, and though it is so small as to be quite invisible
on the wire, it is sufficient to affect the fine fibres in
course of carding and cause them to stick instead of
leaving the roller freely.